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ABSTRACT : Using computer simulation, the processibility and properties of the instrument panel of automobile
produced by gas injection molding were predicted and evaluated. The P-V-T data of ABS, resin were used in the gas
injection molding process in order to estimate the mold filling phenomena. The optimum process conditions were
found by adjusting the process parameters including pressure, filling time, the positions of gas channel and runner.
The process was simplified and the final instrument panel produced by the gas injection molding was found to have
improved dimension stability compared to the one produced by conventional injection molding.
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Figure 1. Process of gas injection molding.
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Figure 2. Flow chart for filling phase analysis.
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Figure 3. Flow chart for packing phase analysis.
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Figure 4. Configuration of model.

Table 1. Specification of the model Article
(a, b: shape of the actual gas channel)

Article dimension 776 mm><451 mm><183 mm

Thickness 2.5 mm
Volume/Weight 538 cm’, 559.52g
Resin used ABS H-2938
Runner type Semi-Hot runner

Shape of gas channel

GAS AH=243 < o8& Asaiw Nt 267
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Figure 5. P-V-T data of ABS resin used.
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Table 2. Molding conditions for H-2938
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Figure 6. Filling patterns of the molten resin.
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Z2|H, A28¥ A3E, 2004



Polymer (Korea), Vol. 28, No. 3, 2004

TEMPERATURE [deg.C]
o 267.932
u 254.83
=
= 255921
=
2 257013
258108

Par” 8 :
“J 260.289
F DS 262.473
» /‘ -t \ 262.565
w “ 264.657
b'( - ¥ 265.749
< "—‘ = 266.041
- _ " 267.920
|IXD_IMPANEL_M2
” -an
/% 30

MOLDFLOW e

Figure 15. Temperature distribution after filling.
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Figure 16. Weldline distribution.
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